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Lampiran 15.  Parameter Pemotongan Proses Pembuatan Poros Pencacah 
Jenis Pekerjaan Putaran 
Mesin 
Kecepatan 
Pemakanan 
Jumlah 
Penyayatan 
Waktu 
Teoritis 
1. Facing Awal Vc=25 
m/menit 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ଶ଼  
n = 284,3 
n = 290 Rpm 
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.290 
Vf = 72,5 
mm/min 
 
݅ = ܮ − ݈
ܽ
 
݅ = 710 − 7051  
i = 5 kali 
 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ= 140,25.290 . 2 
Tc = 0,95 
menit 
Tc = 57 detik 
 
2. Pengeboran 
Senter Awal 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ହ  
n = 1592,3 
n = 1500 
Rpm 
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.1500 
Vf = 
375mm/min 
 
i = 1kali 50 detik 
3. Facing Sisi 
Sebaliknya 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ଶ଼  
n = 284,3 
n = 290 Rpm 
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.290 
Vf = 
72,5mm/min 
 
݅ = ܮ − ݈
ܽ
 
݅ = 705 − 7001  
i = 5 kali 
 
 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 140,25.290 . 5 
Tc = 0,95 
menit 
Tc = 57 detik 
4. Pengeboran 
Senter Sisi 
Sebaliknya 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ହ  
n = 1592,3 
n = 1500 
Rpm 
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.1500 
Vf = 
375mm/min 
 
i = 1 kali 50 detik 
5. Pembubutan 
Bertingkat  
Ø27 mm x 
680 mm 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ଶ଼  
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.290 
݅ = ܦ − ݀2.ܽ  
݅ = 28 − 272.0,5  
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 68072,5 . 1 
83 
 
n = 284,3 
n = 290 Rpm 
Vf = 
72,5mm/min 
i = 1 kali Tc = 9,3 menit 
6. Pembubutan 
Bertingkat 
Ø27 mm x 20 
mm 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ଶ଼  
n = 284,3 
n = 290 Rpm 
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.290 
Vf = 
72,5mm/min 
݅ = ܦ − ݀2ܽ  
݅ = 28 − 272.0,5  
i = 1 kali 
 
 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ= 200,25.290 . 1 
Tc = 0,28 menit 
Tc =  16,8 detik 
 
7. Pembubutan 
Bertingkat 
Ø26mm x 
680mm 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ଶ଻  
n = 294,9 
n = 290 Rpm 
 
Roughing 
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.290 
Vf = 
72,5mm/min 
 
Finishing 
f=0,10mm/put 
Vf = f.n 
Vf = 0,10.290 
Vf = 29mm/min 
Roughing 
݅ = ܦ − ݀2ܽ  
݅ = 27 − 26,52.0,5  
i = 1 kali 
 
Finishing 
݅ = ܦ − ݀2ܽ  
݅ = 26,5 − 262.0,125  
i = 2 kali 
 
Roughing 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 68072,5 . 1 
Tc =  9,3 menit 
 
Finishing 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 68029 . 2 
Tc = 47 menit 
8. Pembubutan 
Bertingkat 
Ø26mm x 
20mm 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ଶ଻  
n = 294,9 
n = 290 Rpm 
 
Roughing 
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.290 
Vf = 
72,5mm/min 
 
Finishing 
f=0,10mm/put 
Vf = f.n 
Vf = 0,10.290 
Vf = 29mm/min 
Roughing 
݅ = ܦ − ݀2ܽ  
݅ = 27 − 26,52.0,5  
i = 1 kali 
 
 
Finishing 
݅ = ܦ − ݀2.ܽ  
݅ = 26,5 − 262.0,125  
i = 2 kali 
 
Roughing 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 68072,5 . 1 
Tc = 9,3 menit 
 
 
Finishing 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 2029 . 1 
Tc = 0,69menit 
Tc =  41,4detik 
84 
 
9. Pembubutan 
Bertingkat 
Ø25mm x 
45mm 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ଶ଺  
n = 306,22 
n = 340 Rpm 
 
Roughing 
f=0,25mm/put 
Vf = f.n 
Vf = 0,25.340 
Vf = 85mm/min 
 
Finishing 
f=0,10mm/put 
Vf = f.n 
Vf = 0,10.340 
Vf = 34mm/min 
 
 
Roughing 
݅ = ܦ − ݀2ܽ  
݅ = 26 − 25,52.0,5  
i = 1 kali 
 
Finishing 
݅ = ܦ − ݀2ܽ  
݅ = 25,5 − 252.0,125  
i = 2 kali 
 
 
Roughing 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 4585 . 1 
Tc = 0,53 menit 
Tc =  31,8 detik 
 
Finishing 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 4534 . 2 
Tc = 2,64 menit 
10. Pembubutan 
Bertingkat  
Ø25mm x 
145mm 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.ଶ଺  
n = 306,22 
n = 340 Rpm 
Roughing 
f=025mm/put 
Vf = f.n 
Vf = 0,25.340 
Vf = 85mm/min 
 
Finishing 
f=0,10mm/put 
Vf = f.n 
Vf = 0,10.340 
Vf = 34mm/min 
Roughing 
݅ = ܦ − ݀2ܽ  
݅ = 26 − 25,52.0,5  
i = 1 kali 
 
Finishing 
݅ = ܦ − ݀2ܽ  
݅ = 25,5 − 252.0,125  
i = 2 kali 
 
Roughing 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 14585 . 1 
Tc = 1,7 menit 
 
 
Finishing 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 14534 . 2 
Tc = 8,53 menit 
 
11. Pengefraisan 
Alur 
5 x 30 x 5mm 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶ଴.ଵ଴଴଴
ଷ,ଵସ.ହ  
n = 1273,8 
n = 1100 
Rpm 
f=0,2mm/put 
Vf = f.n 
Vf = 0,2.1100 
Vf = 
220mm/min 
݅ = ܦ − ݀
ܽ
 
݅ = 25 − 201  
i = 5 kali 
௖ܶ = ܮ
௙ܸ
. ݅ 
௖ܶ = 30220 . 5 
Tc = 0,68 menit 
Tc = 40,8 detik 
 
12. Pengeboran 
Lubang 2 x Ø 
7mm 
n = ௏.ଵ଴଴଴
గ.ௗ  
n = ଶହ.ଵ଴଴଴
ଷ,ଵସ.଻  
  ௖ܶ = 2 menit 
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n = 1137,4 
n = 1330 Rpm 
 
13. Pembuatan 
Ulir Dalam 
M8 x 1,25 
   Tc = 20 menit 
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Lampiran 16. Tabel Uji Geometris Komponen yang Dibuat 
 
No. Ukuran Gambar Kerja Ukuran 
Sesungguhnya 
Keterangan 
1 Panjang Poros 700 mm 700 mm GO 
2 Ø25 x 145 mm 
a. Ø25 mm 
b. Panjang 145 mm 
 
25-0,02 mm 
145 mm 
 
GO 
GO 
3 Ø25 x 45 mm 
a. Ø25 mm 
b. Panjang 45 mm 
 
25-0,03 mm 
45 mm 
 
GO 
GO 
4 Ø26 mm 26 mm GO 
5 Alur 5 x 30 x 5 mm 
a. Kedalaman Alur 5 mm 
b. Panjang Alur 30 mm 
c. Lebar Alur 5 mm 
 
5 mm 
30 mm 
5 mm 
 
GO 
GO 
GO 
6 Lubang Ø7 mm 7 mm GO 
7 Kesikuan Leher Poros  
Ø26 dan Ø25 mm 
 
┴ 
 
GO 
8 Nilai Kekasaran N7 N8 Tidak Tercapai 
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Lampiran 17. Foto Uji Kinerja Produk 
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Lampiran 18. Feed pada Mesin Bubut MARO (Krar, 1985:370) 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
89 
 
Lampiran 19. Tabel Cutting Speed untuk Berbagai Jenis Material 
 
 
Sumber : www.google.com 
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Lampiran 20. Tabel Kecepatan Putaran Spindel Mesin Bubut MARO 
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Lampiran 21. Tabel Kecepatan Potong Pada Mesin Frais 
 
Sumber : http://www.scribd.com/doc/47585038/Mesin-Frais 
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Lampiran 22. Tabel Kecepatan Potong untuk Mata Bor Jenis HSS 
 
No. Bahan Meter/menit Feet/Menit 
1 
2 
3 
4 
5 
6 
7 
8 
9 
10 
11 
12 
13 
14 
15 
16 
Baja Karbon Rendah (0,05-0,30% C) 
Baja Karbon Menengah (0,30-0,60% C) 
Baja Karbon Tinggi (0,60-1,7% C) 
Baja Tempa 
Baja Campuran 
Stainless Steel 
Baja Tuang Lunak 
Baja Tuang Keras 
Baja Tuang Dapat Tempa 
Kuningan dan Bronze 
Bronze dengan Tegangan Tarik Tinggi 
Logam Monel 
Alumunium dan Alumunium Paduan 
Magnesium dan Magnesium Paduan 
Marmer dan Batu 
Bakelit dan Sejenisnya 
24,4 – 33,5 
21,4 – 24,4 
15,2 – 18,3 
15,2 – 18,3 
15,2 – 21,4 
  9,1 – 12,2 
30,5 – 45,7 
21,4 – 20,5 
24,4 – 27,4 
61,0 – 91,4 
21,4 – 45,7 
12,2 – 15,2 
61,0 – 91,4 
76,2 – 122,0 
  4,6 – 7,6 
91,4 – 122,0 
  80 – 100 
  70 – 80 
  50 – 60 
  50 – 50 
  50 – 70 
  30 – 40 
100 – 150 
  70 – 100 
  80 – 90 
200 – 300 
  70 – 150 
  40 – 50 
200 – 300 
250 – 400 
  15 – 25 
300 – 400 
Sumber : Voctor E. Reff, 1987:134  
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Lampiran 23. Tabel Pemilihan Toleransi Suaian 
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Lampiran 24. Langkah Kerja Proses Pembuatan Komponen 
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Lampiran 25. Presensi Kuliah Karya Teknologi  
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Lampiran 26. Kartu Bimbingan Proyek Akhir 
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